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MAGNETIC POLYMER COMPOSITE

CROSS-REFERENCE TO RELATED
APPLICATION

This application is a Continuation of U.S. application Ser.
No. 12/355,203, filed Jan. 16, 2009, entitled “Melt Molding
Polymer Composite and Method of Making and Using the
Same,” which in turn claims the benefit of U.S. Provisional
Patent Application Ser. No. 61/022,016 filed Jan. 18, 2008,
which applications are hereby incorporated by reference in
their entirety.

FIELD OF THE INVENTION

This disclosure relates to polymer composites using a mag-
netic particulate and a polymer that can be formed into useful
magnetic shapes with enhanced material properties includ-
ing, but not limited to density, color, thermal conductivity,
thermal resistance, electrical conductivity, and other physical
properties. Illustrative embodiments disclosed herein also
more specifically relate to hot-melt thermoplastic or hot-melt
thermosetting polymer composites that can be dispensed with
hard processed equipment.

BACKGROUND

Composites of particulate and polymers using a variety of
both high and low density particulate materials have been
made. Polymers have been combined with fillers and certain
particulate materials at various loadings. Such materials have
a broad spectrum of applications and uses in both consumer
and industrial applications. Such applications include com-
posites with density less than the density of the polymer phase
and with very high density.

In one application high density is a goal. Lead has been
commonly used in applications requiring a high density mate-
rial. Applications of high density materials include shotgun
pellets, other ballistic projectiles, fishing lures, fishing
weights, wheel weights and other high density applications.
Lead has also been used in applications requiring properties
other than density including in radiation shielding because of
its resistance to EMI and malleability characteristics. Press-
on fishing weights made of lead allow the user to easily pinch
the weight onto a fishing line without tools or great difficulty.
In the case of shotgun pellets, or other ballistic projectiles,
lead offers the required density, penetrating force and mal-
leability to achieve great accuracy and minimum gun barrel
wear. Lead has been a primary choice of both hunting and
military applications. Many jurisdictions in the United States
and elsewhere have seriously considered bans on the sale and
use of lead shot and lead sinkers due to increasing concentra-
tions of lead in lakes and resulting mortality in natural popu-
lations. Other high-density materials such as depleted ura-
nium have been proposed and implemented. Composite
materials have been suggested as a replacement for lead and
other high-density materials. Composite materials have been
made for many years by combining generally two dissimilar
materials to obtain beneficial properties from both. A true
composite is unique because the interaction of the materials
provides the best properties of both components.

Again, filled polymeric materials have been produced for
many years but have been limited in the degree of fill that can
be attained due to the undesirable decrease in the physical
properties of the composite product at high volumetric load-
ings of particulate in polymer.
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Many types of composite materials are known and are not
simple admixtures. Generally, the art recognizes that combin-
ing metals of certain types and at proportions that form an
alloy provides unique properties in metal/metal alloy materi-
als.

Metal/ceramic composites have been made typically
involving combining metal particulate or fiber with clay
materials that can be fired into a metal/ceramic composite.
Tarlow, U.S. Pat. No. 3,895,143, teaches a sheet material
comprising elastomer latex that includes dispersed inorganic
fibers and finely divided metallic particles. Bruner et al., U.S.
Pat. No. 2,748,099, teach a nylon material containing copper,
aluminum or graphite for the purpose of modifying the ther-
mal or electrical properties of the material, but not the density
ofthe admixture. Sandbank, U.S. Pat. No. 5,548,125, teaches
a clothing article comprising a flexible polymer with a rela-
tively small volume percent of tungsten for the purpose of
obtaining radiation shielding. Belanger et al., U.S. Pat. No.
5,237,930, disclose practice ammunition containing copper
powder and a thermoplastic polymer, typically a nylon mate-
rial. Epson Corporation, JP 63-273664 A shows a polyamide
containing metal silicate glass fiber, tight knit whiskers and
other materials as a metal containing composite. Bray et al.,
U.S. Pat. Nos. 6,048,379 and 6,517,774, disclose an attempt
to produce tungsten polymer composite materials. The patent
disclosures combine tungsten powder having a particle size
less than 10 microns, optionally with other components and a
polymer or a metal fiber. The materials sold by the Bray et al.
assignee and the materials disclosed in the patent do not attain
a density greater than 10.0 gm-cm™>. Barbour et al., U.S. Pat.
No. 6,411,248, discloses using a glue-gun applied hot-melt
radar-absorbing material, including carbonyl iron powder in
thermoplastic polyurethane and a unique metal deactivator in
amounts useful for a specific application.

A high density thermoplastic metal composite material has
not been obtained that can be used to form objects using hot
melt technology apart from compounder and extruder tech-
nology. A substantial need exists for a formable material that
has high density, low toxicity, and improved properties in
terms of electrical/magnetic properties, malleability, thermal
processability, particularly using existing thermal processing
equipment, and viscoelastic properties that can be used in
simple hot melt applicator devices. Such materials are suited
for consumer applications, small batch processes, semi-
works manufacturing and other applications involving the
efficient application of amounts of the composites using hand
operated equipment.

Low density melt molding formulations can be produced
via the use of low density materials including for example:
hollow glass spheres. Hollow glass spheres are widely used in
industry as additives to polymeric compounds, e.g., as modi-
fiers, enhancers, rigidifiers and fillers. These spheres are
strong enough to avoid being crushed or broken during fur-
ther processing of the polymeric compound, such as by high
pressure spraying, kneading, extrusion or injection molding.
Proper distribution of the glass spheres is completed by main-
taining appropriate viscosity of the polymer/glass sphere for-
mulation. Furthermore, it is desirable that these spheres be
resistant to leaching or other chemical interaction with their
associated polymeric compound. The method of expanding
solid glass particles into hollow glass spheres by heating is
well known. See e.g., U.S. Pat. No. 3,365,315. Glass is
ground to particulate form and then heated to cause the par-
ticles to become plastic and for gaseous material within the
glass to act as ablowing agent to cause the particles to expand.
During heating and expansion, the particles are maintained in
a suspended state either by directing gas currents under them
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or allowing them to fall freely through a heating zone. Sulfur,
or compounds of oxygen and sulfur, serves as the principal
blowing agent.

A number of factors affect the density, size, strength,
chemical durability and yield (the percentage by weight or
volume of heated particles that become hollow) of hollow
glass spheres. These factors include the chemical composi-
tion of the glass; the sizes of the particles fed into the furnace;
the temperature and duration of heating the particles; and the
chemical atmosphere (e.g., oxidizing or reducing) to which
the particles are exposed during heating.

There have been problems in attempting to improve the
quality and yield of hollow glass spheres. One reason is that it
was believed that the percentage of silica (Si02) in glass used
to form hollow glass spheres should be between 65 and 85
percent by weight and that a weight percentage of SiO.sub.2
below 60 to 65 percent would drastically reduce the yield of
the hollow spheres.

Hollow glass spheres have average densities of about 0.1
grams-cm ™ to approximately 0.6 grams-cm™> or about 0.12
grams-cm™ to approximately 0.6 grams-cm™ and are pre-
pared by heating solid glass particles. For a product of hollow
glass spheres having a particular desired average density,
there is an optimum sphere range of sizes of particles making
up that product which produces the maximum average
strength. This range can be expressed by >10 to 250 p.m.

Glass spheres used commercially can include both solid
and hollow glass spheres. All the particles heated in the fur-
nace do not expand, and most hollow glass-sphere products
are sold without separating the hollow from the solid spheres.

A substantial need arises for earlier fabricated magnetic
compositions and articles.

SUMMARY

Invention relates to a magnet, typically a permanent mag-
net, comprising an object made from magnetized typically
inorganic materials, used as a polymer composite, that creates
a magnetic field. Materials that can be magnetized include
ferromagnetic (or ferrimagnetic) materials including cobalt,
nickel, iron, rare earth metals and naturally occurring mate-
rials and various alloys and mixtures thereof.

The invention typically does not relate to electro-magnetic
materials made by oscillating electric fields in coils or other
conductors, which are typically not permanent, but are the
result of current flow or changing electric fields. The mag-
netic compositions of the invention form a magnetic field
with a magnetic flux density also called magnetic B field or
just magnetic field. Magnetic fields have a direction and a
magnitude. In the magnets of the invention, the magnetic field
is typically obtained since the electrons of the ferromagnetic
particles of the invention typically have individual particle
fields that are aligned parallel such that the overall composi-
tion obtains the sum of the magnetic fields of the particulates.
The magnetization of the material typically is a magnetic
moment per unit volume typically denoted as M with units
Am. Magnetic materials included in the invention are ferro-
magnetic and ferrimagnetic materials that are attracted
strongly due to the presence of the permanent magnetic field.
Ferromagnetic materials including ferrites, magnetite, load-
stone, etc. materials can be used. Such magnetic material can
have a variety of end uses including recording and data media
tapes, floppy disks, hard disks; the credit, debit and ATM
cards; television and computer monitors; speakers and micro-
phones, electric motors and generators; magnetic resonance
imaging equipment, compasses, toys, etc.
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In somewhat greater detail, the magnetic particulate useful
in manufacturing the composites in the invention are typically
inorganic materials having unpaired electron spins resulting
in a paramagnetic aftect. When such spins interact the elec-
trons align spontaneously creating a ferromagnetic affect.
Such regular crystalline structures cause spins to interact.
Ferromagnetic metals in their natural states such as auras
often display such affects. Similar materials include iron ore,
magnetite, loadstone, cobalt, nickel as well as rare earth met-
als including gadolinium and dysprosium. Such naturally
occurring ferromagnetics are used extensively. Further, other
materials including ceramics or ferrite magnets made by cen-
tering powdered materials can give a useful magnet. Combin-
ing various iron oxides and either barium or strensham oxides
are carbonates for the purpose of centering the materials into
afinal ferrite can be useful. Similarly alnico magnets made by
combining aluminum nickel cobalt and iron can produce
effective magnetic materials.

A variety of very strong magnetic materials can be made
from rare earth materials. Rare earth elements typically char-
acterize as the lanthanoid series of elements with a partially
occupied exterior electron shell obtains materials having free
electrons that can be aligned resulting in very strong magnetic
fields. The most common types of these rare earth magnets are
simarian-cobalt and neodymium iron boron magnets.

The disclosure relates to a melt molded magnetic polymer
composite in a form suitable for loading into, and being
applied by, hot-melt hand held or hand actuated applicators
that can melt and apply the melt materials such as hot-melt
adhesive applicators (“glue guns”). The useful form is a rod
shaped material that can be magnetized before dispensing.
The polymer composite includes magnetic particulates of
increased or high density material, such as metals, mixed
metals, alloys and inorganic compounds, dispersed or embed-
ded in a thermoplastic or thermoset polymer binder, or matrix
as well as low density particles (e.g. hollow glass spheres).
The composite optionally further includes filler materials, an
interfacial modifier to improve the association between the
particulate and the polymer and to enhance rheological prop-
erties of the composite materials. The choice of combination
of factors including the particle size of the particulate phase,
temperature dependency of the mechanical properties of the
polymer matrix, and optionally the properties of the interfa-
cial modifier results in polymer composites that can be melted
and dispensed by hot-melt (e.g.) adhesive applicators, includ-
ing industrial and household glue guns. In this disclosure the
term “hot melt” does not include an industrial compounder or
extruder equipment. The term “hot melt” is intended to
include typical hand held industrial dispensers or applicators
that can obtain the composites in a dispensable form at melt
temperatures. In one aspect of the disclosure, a useful article
comprises the magnetic composite. In one form the compos-
ite is used as a flexible magnetic strip or tape comprises a
linear extrudate having a width of about 0.2 to about 20
centimeters (cm), a thickness 0t 0.05 to about 10 millimeters
(mm), 0.1 to 8 mm or 0.2 to 6 mm and an indeterminate
length, (i.e.) greater than 10 meters. The tape can be cut into
useful lengths or shapes as needed. The tape can be unmodi-
fied or can have an adhesive backing preferably covered by a
release liner strip. The flexible magnetic tape has a variety of
useful end uses due to its nature. The tape is powerful mag-
netically and has a very high strength magnetic (B) charac-
teristic. It can bend easily and can be applied to any curved,
twisted or irregular surface and can easily adapt to the surface
characteristic and can easily adhere to magnetic or non-mag-
netic surfaces. The optional adhesive layer permits the mag-
netic material to adhere to non-magnetic surfaces but still
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provides essential magnetic capability. The tape or strip is
flexible and can be used and reused without cracking or
breaking. The material is designed for long term durability
and excellent performance. If magnetized before dispensing,
the material will maintain some magnetic character.

The strip or tape of the invention can be used for a variety
of applications including signage mounting, building dis-
plays, metal door closures, (i.e., shower doors, reusable
masking structures, container attachment, baggage attach-
ment, garments and clothing closures, door seals, electronics
amplifications, arts and crafts, window coverings, general
temporary attachments and assorted general applications).

Another aspect is a source material for forming a useful
magnetic object using a hot-melt applicator comprises a rod
adapted to be loaded into a hot-melt adhesive applicator, the
rod comprising: (a) a polymer phase comprising 0.6 to 97 wt.
% and 14 to 69 vol. % of'the composite; and (b) from 3 to 99.4
wt. % and 31 to 86 vol. % of the composite of a magnetic
particulate phase intermixed with the polymer phase and
having a particle size of at least 10 microns, the magnetic
particulate and polymer phase comprising greater than 90%,
95 vol. % or greater than 98 vol. % of the composite taken as
awhole. The polymer has a melting point of about 50 to 190°
C.or 190 to 240° C.; and a softening point of about 40 to 150°
C. or 150 to 185° C. Melted polymers with a viscosity at
temperature of 1,000 or 5000 cP or 1,800 to 3,800 cP and
others with a melt flow (ASTM D1238, 190° C., 2.16 kg)
ranging from 5 to 500 have been successfully used. The
composite has a viscosity of lower than about 100,000 cP, or
about 25,000 to 500 cP at or above the melt temperature; a
melting point of about 50 to 190° C. or 190 to 240° C.; a
softening point of about 40 to 150° C. or 150 to 185° C. The
rod can have a cross-sectional dimension suitable for appli-
cation by commercially available glue guns. For example, the
rod can have a cross-sectional diameter of equal to or greater
than any of the common standardized diameters, in the United
States and Europe or elsewhere, of about Y4, %1s, 7, Y2, %, 1,
1.75 inch, 3 inch (6-7, 7-8, 11-13, 15-16, 25-26, 45-46, 76
mm) or greater. In another aspect of the disclosure, the com-
posite in the above-outlined source material further com-
prises an interfacial modifier present in 0.01 to 3.0 wt.-% of
the composite and at least partially coating the particulate. In
one more specific embodiment, the composite is substantially
metal deactivator-free. Once formed, the article can be mag-
netized.

A further aspect of the disclosure, a source material for
forming an object using a hot-melt applicator comprises a rod
adapted to be loaded into a hot-melt adhesive applicator, the
rod comprising: (a) a polymer phase comprising 0.6 to 53 wt.
% and 14 to 69 vol. % of the composite; and (b) from 47 to
99.4 wt. % and 31 to 86 vol. % of the composite of a magnetic
particulate phase intermixed with the polymer phase and
having a particle size of at least 10 microns, the magnetic
particulate and polymer phase comprising greater than 90%,
95 vol. % or greater than 98 vol. % of the composite taken as
awhole. The polymer has a melting point of about 50 to 190°
C.or 190 to 240° C.; and a softening point of about 40 to 150°
C. or 150 to 185° C. Melted polymers with a viscosity at
temperature of 1,000 or 5000 cP or 1,800 to 3,800 cP and
others with a melt flow (ASTM D1238, 190° C., 2.16 kg)
ranging from 5 to 500 have been successfully used. The
magnetic composite has a viscosity of lower than about 100,
000 cP, or about 25,000 to 500 cP at or above the melt
temperature; a melting point of about 50 to 190° C. or 190 to
240° C.; a softening point of about 40 to 150° C. or 150 to
185°C. The rod can have a cross-sectional dimension suitable
for application by commercially available glue guns. For
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example, the rod can have a cross-sectional diameter of equal
to or greater than any of the common standardized diameters,
in the United States and Furope or elsewhere, of about IA, %is,
e, V2,%s,1,1.75 inch, 3 inch (6-7,7-8,11-13, 15-16, 25-26,
45-46, 76 mm) or greater. In another aspect of the disclosure,
the composite in the above-outlined source material further
comprises an interfacial modifier present in 0.01 to 3.0 wt.-%
of the composite and at least partially coating the magnetic
particulate. In one more specific embodiment, the composite
is substantially metal deactivator-free. Once formed, the
article can be magnetized.

Another aspect of the disclosure, a source material for
forming a useful magnetic object using a hot-melt applicator
comprises a rod adapted to be loaded into a hot-melt adhesive
applicator, the rod comprising: (a) a polymer phase compris-
ing 17 to 97 wt. % and 14 to 69 vol. % of the composite; and
(b) from 3 to 83 wt. % and 31 to 86 vol. % of the composite of
a magnetic particulate phase intermixed with the polymer
phase and having a particle size of at least 10 microns, the
lower density particulate (e.g.) hollow glass sphere (density
of 0.125 to 0.6 gm-cm™) and polymer phase comprising
greater than 90%, 95 vol. % or greater than 98 vol. % of the
composite taken as a whole. The polymer has a melting point
of'about 50 to 190° C. or 190 to 240° C.; and a softening point
ofabout401to 150° C. or 150to 185° C. Melted polymers with
a viscosity at temperature of 1,000 or 5000 cP or 1,800 to
3,800 cP and others with a melt flow (ASTM D1238,190°C.,
2.16 kg) ranging from 5 to 500 have been successtully used.
The magnetic composite has a viscosity of lower than about
100,000 cP, or about 25,000 to 500 cP at or above the melt
temperature; a melting point of about 50 to 190° C. or 190 to
240° C.; a softening point of about 40 to 150° C. or 150 to
185°C.Therod can have a cross-sectional dimension suitable
for application by commercially available glue guns. For
example, the rod can have a cross-sectional diameter of equal
to or greater than any of the common standardized diameters,
in the United States and Europe or elsewhere, of about V4, %is,
e, V2,%s,1,1.75 inch, 3 inch (6-7,7-8,11-13, 15-16, 25-26,
45-46, 76 mm) or greater. In another aspect of the disclosure,
the composite in the above-outlined source material further
comprises an interfacial modifier present in 0.01 to 3.0 wt.-%
of the composite and at least partially coating the magnetic
particulate. In one more specific embodiment, the composite
is substantially metal deactivator-free. Once formed the
article can be magnetized.

In still another aspect of the disclosure, a process of manu-
facturing a useful magnetic article comprises: (a) using a glue
gun, melting a portion of the rod comprising: a composite
(having a density of 1.7 to 16 gm-cm™>) comprising a polymer
phase comprising about 0.6 to 53 wt. % and 14 to 69 vol. % of
the composite; and a magnetic particulate comprising about
47 t0 99.4 wt. % and 31 to 86 vol. % of the composite and
intermixed with the polymer phase, the particulate having a
particle size of at least 10 microns; wherein the particulate
and polymer phase comprise greater than 95 vol. % of the
composite and the composite has a viscosity of lower than
about 100,000 cP at or above the melt point of the polymer;
The composite having a softening temperature above room
temperature; the viscosity of the composite ranges from about
25,000 to 500 cP at the proper molding processing tempera-
ture; and/or (b) using a glue gun, melting a portion of the rod
comprising: a composite (having a density of 0.2 to 1.7 gm-
cm™>) comprising a polymer phase comprising about 14 to 69
wt. % and 14 to 69 vol. % of the composite; and a spherical
hollow glass particle comprising from 3 to 83 wt. % and 31 to
86 vol. % of the composite of a particulate phase intermixed
with the polymer phase and having a particle size of at least 10
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microns, wherein the particle and polymer phase comprise
greater 95 vol. % of the composite and the composite has a
viscosity of lower than about 100,000 cP at or above the melt
point of the polymer. The composite having a softening tem-
perature above room temperature; the viscosity of the com-
posite ranges from about 25,000 to 500 cP at the proper
molding processing temperature; and (c) dispensing the
resulting heated material or melt through a nozzle. The com-
posite can be used with typical consumer or commercial glue
guns or other hot melt application or dispensing equipment
such that, at a temperature of about 130-240° C., the compos-
ite can be introduced into a mold or a cavity of a work piece
in a period of about 2 to 60 seconds. The actual time, viscosity
and application temperature depends on the polymer material
viscoelastic characteristics and cavity volume. The composi-
tion can be magnetized before dispensing or can be magne-
tized after the article is formed.

In another aspect of the disclosure, in the process outlined
above further comprises dispensing the melt from the nozzle
into amold, and cooling the dispensed composite in the mold,
thereby shaping a magnetic composite into a useful article.

In another aspect of the disclosure, an article of manufac-
ture comprises a magnetic polymer composite made by the
process described in the disclosure.

For the purpose of this disclosure, the term magnet means
a composition or object that produces a magnetic field due to
the electronic nature of the constituent material. A permanent
magnet is typically an object that is magnetized by exposure
to a magnetic field but maintains its own persistent or perma-
nent magnetic field after magnetization. The materials of the
invention are permanent magnets and are typically not con-
sidered to be electromagnets which obtains their magnetic
properties due to an electro current passing through a con-
ductor which can be used as a coil or as a coil wrapped around
a ferromagnetic material. The overall strength of a magnet is
measured by its magnetic moment or its total magnetic flux as
measured in Teslas. Ferromagnetic materials are typically
permanent magnets having constituent materials that have
unpaired electron spins. When magnetized, the spins can
interact in such a way that the spins align spontaneously and
produce a magnetic field as a result of the regular crystalline
anatomic structure that obtains and maintains spin alignment.
Ferromagnetic materials can be used in the form of naturally
occurring materials, composites, alnico magnets, rare earth
metal magnets and others.

For the purpose of this disclosure, the term “indeterminate
length” indicates that the material has a defined thickness and
width but it’s length can be any arbitrary length. The use of
such indeterminate lengths allows an operator to manufacture
the material in the form of a reel or coil such that an arbitrary
but practical and useable amount of the material can be
formed in the reel or the coil.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a schematic illustration of a process of manufac-
ture using a hot-melt adhesive applicator according to one
aspect of the disclosure and certain tools used in the process.

DETAILED DESCRIPTION OF ILLUSTRATIVE
EMBODIMENTS

The present disclosure relates to a process of manufactur-
ing enhanced magnetic property composites. These materials
can be dispensed using hot-melt adhesive applicators, i.e., the
well-known “glue guns.” These magnetic composites are
suitable for such processes and methods of making such
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composites. The composite is made of magnetic particles in
excess 0f 31 volume % or 40 volume %, of the final composite
material. Such a level of volume packing is in excess of
successful materials in the art. The material of the invention,
through a selection of particle, polymer and processing con-
ditions, attains improved thermoplastic processibility. The
resulting magnetic composite materials exceed the prior art
composites in terms of reduced toxicity, melt viscosity,
improved viscoelastic properties (such as tensile modulus,
storage modulus, elastic-plastic deformation and others)
electrical/magnetic properties, and machine molding proper-
ties. We have found that the composite materials of the inven-
tion can have a designed and enhanced level of density,
mechanical properties, or other properties from careful com-
position blending. The novel viscoelastic properties make the
materials useful in a variety of uses not filled by composites
and provide a material easily made and formed into useful
shapes. In the production of useful enhanced properties, the
packing of the selected particle size and distribution and the
selection of the particulate or mixed metal particulate, will
obtain the enhanced properties. As such, density can be used
as a predictor of the other useful property enhancement. The
invention relates to a formable enhanced polymer composite
material having improved properties with respect to prior art
materials. Single metal and mixed metal composites can be
tailored for increasing a variety of properties including but
not limited to density, color, magnetism, thermal conductiv-
ity, electrical conductivity and other physical properties.
Additionally, composites from nonmetal particulates includ-
ing but not limited to minerals, glass spheres, and ceramics
have been produced to provide other enhanced properties.

The use of compositions further comprising an interfacial
modifier demonstrates improved utilization of material prop-
erties and improved performance such as elongation and
other properties. Preferred composites can be combined with
one or more polymers of a given molecular weight distribu-
tion and one or more metal particulates with a given distribu-
tion to obtain unique composites. Briefly, the polymeric com-
posites of the invention can be formed into a high or low
magnetic material via comprising a magnetic particulate field
strength, a polymer, and an interfacial modifier material. High
or low strength magnetic particles can be used and these
particles can be combined with other magnetic particles of
various field strengths or other non-magnetic particles or
materials. In one embodiment of the invention, a thermoplas-
tic composite can be made. This technology can produce an
array of field strength (3) that can vary from 0.1 to 15x10°
Gauss or 1 to 14x10° Gauss or 5 to 10x10° Gauss.

The proportions of magnetic particulate and polymer in the
composite achieve the minimum excluded volume filled with
polymer, the highest particulate packing densities, and obtain
the maximum utilization of materials. The particle shape, size
and distribution of the particulate component are controlled
to maximize the formed or dispensed composite density and
other properties. The materials of the invention can contain
about 0.005 to 1% of a pigments, dye or other pigmented
material or other ingredients to modify the visual appearance
of the materials. Mixed metal or alloy metal composites can
be used to tailor densities for specific uses forementioned
properties include but are not limited to density, thermal
properties such as conductivity, magnetic properties, electri-
cal properties such as conductivity, color, etc. Preferred
higher density metal polymer materials can also be combined
with one or more polymers and one or more metal particulates
to obtain unique composites. A secondary metal can be com-
bined with a metal of high density. A composite can comprise
a variety of different combinations of metals and polymers.
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The metal particulate can contain two metal particulates of
different metals, each metal having a relatively high density.
In another embodiment, the metal particulate can comprise a
metal particulate of high density and a secondary metal. Such
properties can include electrical properties, magnetic proper-
ties, physical properties, including heat conductivity, acous-
tical shielding, etc. The materials of the invention permit the
design engineer the flexibility to tailor the hot melt process of
the invention and the composite of the invention to end uses
and avoid the use of toxic or radioactive materials unless
desired. Lead or depleted uranium are no longer needed in
their typical applications now that dense composites are
available. In other applications where some tailored level of
toxicity or radiation is needed, the composites of the inven-
tion can be used successfully.

The particulate in the composite of the invention has a
range of particle sizes such that the particulate ranges from
about 5 microns to 1000 microns. About at least 5 wt.-% of
particulate is in the range of about 10 to 500 microns and
about at least 5 wt.-% of particulate in the range of about 10
to 250 microns. The composite having a van der Waals’
dispersion bond strength between molecules in adjacent par-
ticles ofless than about 4 kJ-mol' and a bond dimension of 1.4
10 1.9 A or less than about 2 kJ-mol™" and the van der Waals’
bond dimension is about 1.5 to 1.8 A.

A variety of metal particulates can be used alone or in
combination. Preferred metals are low in toxicity, cost and are
stable under processing conditions. Exemplary metals
include, Tungsten (W), Iridium (Ir), Platinum (Pt), Rhenium
(Re), Iron (Fe), copper (Cu), Nickel (Ni), Cobalt (Co), Bis-
muth (Bi), Tin (Sn), Cadmium (Cd) and Zinc (Zn). Particu-
lates of alloys can also be used such as steel, stainless steel,
etc.

In a composite, the non-metal, inorganic or mineral particle
is usually much stronger and stiffer than the matrix, and gives
the composite its designed properties. The matrix holds the
non-metal, inorganic or mineral particle s in an orderly high-
density pattern. Because the non-metal, inorganic or mineral
particles are usually discontinuous, the matrix also helps to
transfer load among the non-metal, inorganic or mineral par-
ticles. Processing can aid in the mixing and filling of the
non-metal, inorganic or mineral particle. To aid in the mix-
ture, a surface chemical reagent can help to overcome the
forces that prevent the matrix from forming a substantially
continuous phase of the composite. The tunable composite
properties arise from the intimate association obtained by use
of careful processing and manufacture. We believe a surface
chemical reagent is an organic material that provides an exte-
rior coating on the particulate promoting the close association
of polymer and particulate. Minimal amounts of the interfa-
cial surface chemical treatment can be used including about
0.005 to 3 wt.-%, or about 0.02 to 2 wt. %.

One important inorganic material that can be used as a
particulate in the invention includes ceramic materials.
Ceramics are typically classified into three distinct material
categories, including aluminum oxide and zirconium oxide
ceramics, metal carbides, metal borides, metal nitrides, metal
suicides, and ceramic material formed from clay or clay-type
sources. Examples of useful technical ceramic materials are
selected from barium titanate, boron nitride, lead zirconate or
lead tantalite, silicate aluminum oxynitrides, silicane carbide,
silicane nitride, magnesium silicate, titanium carbide, zinc
oxide, zinc dioxide (zirconia) particularly useful ceramics of
use in this invention comprise the crystalline ceramics and
most preferred in compositions of the invention are the silica
aluminum ceramics that can be made into useful particulate.
Such ceramics are substantially water insoluble and have a
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particle size that ranges from about 10 to 500 microns, has a
density that ranges from about 1.5 to 3 gm-cm™ and are
commonly commercially available. One useful ceramic prod-
uct is the 3M ceramic microsphere materials such as g-200,
g-400, g-600, g-800 and g-850.

Examples of minerals that are useful to the invention
include Carbides, Nitrides, Silicides and Phosphides; Sul-
phides, Selenides, Tellurides, Arsenides and Bismuthides;
Oxysulphides; Sulphosalts, such as Sulpharsenites, Sulpho-
bismuthites, Sulphostannates, Sulphogermanates, Sul-
pharsenates, Sulphantimonates, Sulphovanadates and Sul-
phohalides; Oxides and Hydroxides; Halides, such as
Fluorides, Chlorides, Bromides and Iodides; Fluoborates and
Fluosilicates; Borates; Carbonates; Nitrates; Silicates; Sili-
cates of Aluminum; Silicates Containing Aluminum and
other Metals; Silicates Containing other Anions; Niobates
and Tantalates; Phosphates; Arsenates such as arsenates with
phosphate (without other anions); Vanadates (vanadates with
arsenate or phosphate); Phosphates, Arsenates or Vanadates;
Arsenites; Antimonates and Antimonites; Sulphates; Sul-
phates with Halide; Sulphites, Chromates, Molybdates and
Tungstates; Selenites, Selenates, Tellurites, and Tellurates;
Iodates; Thiocyanates; Oxalates, Citrates, Mellitates and
Acetates include the arsenides, antimonides and bismuthides
of'e.g., metals such as Li, Na, Ca, Ba, Mg, Mn, Al, Ni, Zn, Ti,
Fe, Cu, Ag and Au.

Glass spheres (including both hollow and solid) are a use-
ful non-metal or inorganic particulate. These spheres are
strong enough to avoid being crushed or broken during fur-
ther processing of the polymeric compound, such as by high
pressure spraying, kneading, extrusion or injection molding.
In many cases these spheres have densities close to, but more
or less, than that of the polymeric compound into which they
are introduced in order that they distribute evenly within the
compound upon introduction and mixing. Furthermore, it is
desirable that these spheres be resistant to leaching or other
chemical interaction with their associated polymeric com-
pound. The method of expanding solid glass particles into
hollow glass spheres by heating is well known. See e.g., U.S.
Pat. No. 3,365,315. Glass is ground to particulate form and
then heated to cause the particles to become plastic and for
gaseous material within the glass to act as a blowing agent to
cause the particles to expand. During heating and expansion,
the particles are maintained in a suspended state either by
directing gas currents under them or allowing them to fall
freely through a heating zone. Sulfur, or compounds of oxy-
gen and sulfur, serves as the principal blowing agent.

A number of factors affect the density, size, strength,
chemical durability and yield (the percentage by weight or
volume of heated particles that become hollow) of hollow
glass spheres. These factors include the chemical composi-
tion of the glass; the sizes of the particles fed into the furnace;
the temperature and duration of heating the particles; and the
chemical atmosphere (e.g., oxidizing or reducing) to which
the particles are exposed during heating.

There have been problems in attempting to improve the
quality and yield of hollow glass spheres. One reason is that it
was believed that the percentage of'silica (SiO,) in glass used
to form hollow glass spheres should be between 65 and 85
percent by weight and that a weight percentage of SiO2 below
60 to 65 percent would drastically reduce the yield of the
hollow spheres. Hollow glass spheres used commercially can
include both solid and hollow glass spheres. All the particles
heated in the furnace do not expand, and most hollow glass-
sphere products are sold without separating the hollow from
the solid spheres.
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Preferred glass spheres are hollow spheres with relatively
thin walls. Such spheres typically comprise a silica-line-oral
silicate glass and in bulk form appear to be a white powdery
particulate. The density of the hollow spherical materials
tends to range from about 0.12 to 0.6 gm-cm? this substan-
tially water insoluble and has an average particle diameter
that ranges from about 40 to 60 microns.

Magnetic particle and polymer composites can be made by
melt forming, preferable forming, a heated or melt formable
composite. Formed materials may include high viscosity
materials that can flow at elevated temperatures but are not in
a melt form. Such materials include composites in a melt
form. In the composite, the particulate is obtained at the
highest possible packing by a careful selection of particle size
and size distribution. The excluded volume in the particulate
is substantially completely occupied by the polymer without
reducing the composite density. Using a carefully selected
finely divided material, packing the particulate and combin-
ing the particulate with just sufficient polymer such that only
the excluded volume (the space left after packing the particle
distribution) of the particulate is filled can optimize the high
or low density of the composite material. The particulate has
a selected particle size and size distribution that is combined
with a polymer selected for compatibility and increased den-
sity and process ability. In order to maximize composite util-
ity, the majority of the volume of material comes from the
particulate and polymer such that the total volume of the
combine metal and polymer is greater than 95 vol. %, or 98
vol. % of the composite. As the particulate and the polymer
component increase in density, the composite material
increases in density. The ultimate composite density is largely
controlled by efficiency in packing of the particulate in the
composite and the associated efficiency in filling the unoccu-
pied voids in the densely packed particulate with high density
polymer material. The interfacial modifier can aid in closely
associating the metal particulate and polymer to maximize
density. A true composite is obtained by carefully processing
the combined polymer and polymer particulate until density
reaches a level showing that using an interfacial modifier to
promote composite formation results in enhanced property
development and high density. In this disclosure, we rely on
density as one important property that can be tailored in the
composite but other useful properties can be designed into the
composite.

Most composites have two constituent materials: a binder
or matrix in a continuous phase, and reinforcement in a dis-
continuous phase such as a particle of fiber. The reinforce-
ment is usually much stronger and stiffer than the matrix, and
gives the composite its good properties. The matrix holds the
reinforcements in an orderly high density pattern. Because
the reinforcements are discontinuous, the matrix may also
help to transfer load among the reinforcements. Processing
can aid in the mixing and filling of the reinforcement metal.
To aid in the mixture, an interfacial modifier can help to
overcome the forces that prevent the matrix from forming a
substantially continuous phase of the composite. The com-
posite properties arise from the intimate association obtained
by use of careful processing and manufacture. We believe an
interfacial modifier is an organic material that provides an
exterior coating on the particulate promoting the close asso-
ciation of polymer and particulate. The modifier is used in an
amount of about 0.005 to 3 wt. %.

For the purpose of this disclosure, the term “particulate”
typically refers to a material made into a product having a
particle size greater than 10 microns (a particle size greater
than about 10 microns means that a small portion of the
particulate is less than 10 microns, in fact, less than 10 wt.-%
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of'the particulate and often less than 5 wt.-% ofthe particulate
is less than 10 microns. A particulate is chosen containing at
least some particulate in the size range of 10 to 4000 microns.
In a packed state, this particulate has an excluded volume of
about 13 to 60%. In this invention, the particulate sources can
also comprise blends of two three or more particulates, in a
blend of metals of differing chemical and physical nature.

Typically, the composite materials of the invention are
manufactured using melt processing (compression and injec-
tion molding can also be used) and are also utilized in product
formation using melt processing. Typically, in the manufac-
turing of the high density materials of the invention, a finely
divided metal material of correctly selected particle size and
size distribution is combined under conditions of heat and
temperature with a typically thermoplastic polymer material,
are processed until the material attains a maximum density.
Alternatively, in the manufacture of the material, the metal or
the thermoplastic polymer can be blended with interfacially
modifying agents (interfacial modifier) and the modified
materials can then be melt processed into the material. The
interfacial modifier can make the surface of the particulate
more compatible with the polymer. Once the material attains
a sufficient density and other properties, the material can be
formed directly into a final product or into a pellet, chip, wafer
or other easily processed production raw material. The final
product or intermediate chip or pellet can be made by hot
melt-processing techniques. In the manufacture of useful
products with the composites of the invention, the manufac-
tured composite can be obtained in appropriate amounts,
subjected to heat and pressure, typically in former equipment
and then either injection molded, compression molded or
formed into an appropriate useful shape having the correct
amount of materials in the appropriate physical configura-
tion. In the appropriate product design, during composite
manufacture or during product manufacture, a pigment or
other dye material can be added to the processing equipment.
One advantage of this material is that an inorganic dye or
pigment can be co-processed resulting in a material that needs
no exterior painting or coating to obtain an attractive or deco-
rative appearance. The pigments can be included in the poly-
mer blend, can be uniformly distributed throughout the mate-
rial and can result in a surface that cannot chip, scar or lose its
decorative appearance. One useful pigment material com-
prises titanium dioxide (TiO,). This material is extremely
non-toxic, is a bright white, finely divided metallic particulate
that can be easily combined with either metal particulates
and/or polymer composites to enhance the density of the
composite material and to provide a white hue to the ultimate
composite material.

The composite can be formed into useful shapes include a
material having a composite density of about 0.2 to 17 gm-
cm™> at a temperature of greater than about 100° C. or about
130° C. 10 240° C. Other nonmetallic particles can be blended
with either metal particulates or non-metal particles including
minerals (benefits include low cost density improvements and
abrasive characteristics), hollow glass spheres (low density),
and ceramic particles (electrical insulating properties and/or
thermal insulating properties).

Combining typically a thermoplastic or thermoset polymer
phase with a reinforcing powder or fiber produces a range of
filled materials and, under the correct conditions, can form a
true polymer composite. A filled polymer, with the additive as
filler, cannot display composite properties. A filler material
typically is comprised of inorganic materials that act as either
pigments or extenders for the polymer systems. A vast variety
of fiber-reinforced composites have been made typically to
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obtain fiber reinforcement properties to improve the
mechanical properties of the polymer in a unique composite.

A large variety of polymer materials can be used in the
composite materials of the invention. For the purpose of this
application, a polymer is a general term covering either a
thermoset or a thermoplastic. We have found that polymer
materials useful in the invention include both condensation
polymeric materials and addition or vinyl polymeric materi-
als. Included are both vinyl and condensation polymers, and
polymeric alloys thereof. Vinyl polymers are typically manu-
factured by the polymerization of monomers having an eth-
ylenically unsaturated olefinic group. Condensation poly-
mers aretypically prepared by a condensation polymerization
reaction which is typically considered to be a stepwise chemi-
cal reaction in which two or more molecules combined, often
but not necessarily accompanied by the separation of water or
some other simple, typically volatile substance. Such poly-
mers can be formed in a process called polycondensation. The
polymer has a density of at least 0.85 gm-cm™>, however,
polymers having a density of greater than 0.96 are useful to
enhance overall product density. A density is often up 1.2
gm-cm™>, up to 1.7 or up to 2 gm-cm™> or can be about 1.5 to
1.95 gm-cm™ depending on metal particulate and end use.

Vinyl polymers include polyethylene, polypropylene,
polybutylene, acrylonitrile-butadiene-styrene (ABS), poly-
butylene copolymers, polyacetyl resins, polyacrylic resins,
homopolymers or copolymers comprising vinyl chloride,
vinylidene chloride, fluorocarbon copolymers, etc. Conden-
sation polymers include nylon, phenoxy resins, polyarylether
such as polyphenylether, polyphenylsulfide materials; poly-
carbonate materials, chlorinated polyether resins, polyether-
sulfone resins, polyphenylene oxide resins, polysulfone res-
ins, polyimide resins, thermoplastic urethane elastomers and
many other resin materials.

Condensation polymers that can be used in the composite
materials of the invention include polyamides, polyamide-
imide polymers, polyarylsulfones, polycarbonate, polybuty-
lene terephthalate, polybutylene naphthalate, polyetherim-
ides, polyethersulfones, polyethylene terephthalate,
thermoplastic polyimides, polyphenylene ether blends,
polyphenylene sulfide, polysulfones, thermoplastic polyure-
thanes and others. Preferred condensation engineering poly-
mers include polycarbonate materials, polyphenylencoxide
materials, and polyester materials including polyethylene
terephthalate, polybutylene terephthalate, polyethylene
naphthalate and polybutylene naphthalate materials.

Polycarbonate engineering polymers are high perfor-
mance, amorphous engineering thermoplastics having high
impact strength, clarity, heat resistance and dimensional sta-
bility. Polycarbonates are generally classified as a polyester
or carbonic acid with organic hydroxy compounds. The most
common polycarbonates are based on phenol A as a hydroxy
compound copolymerized with carbonic acid. Materials are
often made by the reaction of a bisphenol A with phosgene
(0=CCl,). Polycarbonates can be made with phthalate mono-
mers introduced to improve properties such as heat resis-
tance, further trifunctional materials can also be used to
increase melt strength or extrusion blow molded materials.
Polycarbonates can often be used as a versatile blending
material as a component with other commercial polymers in
the manufacture of alloys. Polycarbonates can be combined
with polyethylene terephthalate acrylonitrile-butadiene-sty-
rene, styrene maleic anhydride and others. Preferred alloys
comprise a styrene copolymer and a polycarbonate. Preferred
polycarbonate materials should have a melt index between
0.5 and 7, preferably between 1 and 5 gms/10 min.
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A variety of polyester condensation polymer materials
including polyethylene terephthalate, polybutylene tereph-
thalate, polyethylene naphthalate, polybutylene naphthalate,
etc. can be useful in the composites of the invention. Polyeth-
ylene terephthalate and polybutylene terephthalate are high
performance condensation polymer materials. Such poly-
mers often made by a copolymerization between a diol (eth-
ylene glycol, 1,4-butane diol) with dimethyl terephthalate. In
the polymerization of the material, the polymerization mix-
ture is heated to high temperature resulting in the transesteri-
fication reaction releasing methanol and resulting in the for-
mation of the engineering plastic. Similarly, polyethylene
naphthalate and polybutylene naphthalate materials can be
made by copolymerizing as above using as an acid source, a
naphthalene dicarboxylic acid. The naphthalate thermoplas-
tics have a higher Tg and higher stability at high temperature
compared to the terephthalate materials. However, all these
polyester materials are useful in the composite materials of
the invention. Such materials have a preferred molecular
weight characterized by melt flow properties. Useful polyes-
ter materials have a viscosity at 265° C. of about 500-2000 cP,
preferably about 800-1300 cP.

Polyphenylene oxide materials are engineering thermo-
plastics that are useful at temperature ranges as high as 330°
C. Polyphenylene oxide has excellent mechanical properties,
dimensional stability, and dielectric characteristics. Com-
monly, phenylene oxides are manufactured and sold as poly-
mer alloys or blends when combined with other polymers or
fiber. Polyphenylene oxide typically comprises a homopoly-
mer of 2,6-dimethyl-1-phenol. The polymer commonly
known as poly (oxy-(2,6-dimethyl-1,4-phenylene)).
Polyphenylene is often used as an alloy or blend with a
polyamide, typically nylon 6-6, alloys with polystyrene or
high impact styrene and others. A preferred melt index
(ASTM 1238) for the polyphenylene oxide material useful in
the invention typically ranges from about 1 to 20, preferably
about 5 to 10 gn/10 mm. The melt viscosity is about 1000 cP
at 265° C.

Another class of thermoplastic includes styrenic copoly-
mers. The term styrenic copolymer indicates that styrene is
copolymerized with a second vinyl monomer resulting in a
vinyl polymer. Such materials contain at least a 5 mol-%
styrene and the balance being 1 or more other vinyl mono-
mers. An important class of these materials is styrene acry-
lonitrile (SAN) polymers. SAN polymers are random amor-
phous linear copolymers produced by copolymerizing
styrene acrylonitrile and optionally other monomers. Emul-
sion, suspension and continuous mass polymerization tech-
niques have been used. SAN copolymers possess transpar-
ency, excellent thermal properties, good chemical resistance
and hardness. These polymers are also characterized by their
rigidity, dimensional stability and load bearing capability.
Olefin modified SAN’s (OSA polymer materials) and acrylic
styrene acrylonitriles (ASA polymer materials) are known.
These materials are somewhat softer than unmodified SAN’s
and are ductile, opaque, two phased terpolymers that have
surprisingly improved weatherability.

The ASA polymers are random amorphous terpolymers
produced either by mass copolymerization or by graft copo-
lymerization. In mass copolymerization, an acrylic monomer
styrene and acrylonitrile are combined to form a heteric ter-
polymer. In an alternative preparation technique, styrene
acrylonitrile oligomers and monomers can be grafted to an
acrylic elastomer backbone. Such materials are characterized
as outdoor weatherable and UV resistant products that pro-
vide excellent accommodation of color stability property
retention and property stability with exterior exposure. These
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materials can also be blended or alloyed with a variety of
other polymers including polyvinyl chloride, polycarbonate,
polymethyl methacrylate and others. An important class of
styrene copolymers includes the acrylonitrile-butadiene-sty-
rene monomers. These polymers are very versatile family of
engineering thermoplastics produced by copolymerizing the
three monomers. Each monomer provides an important prop-
erty to the final terpolymer material. The final material has
excellent heat resistance, chemical resistance and surface
hardness combined with processability, rigidity and strength.
The polymers are also tough and impact resistant. The styrene
copolymer family of polymers has a melt index that ranges
from about 0.5 to 25, preferably about 0.5 to 20.

Important classes of engineering polymers that can be used
in the composites of the invention include acrylic polymers.
Acrylics comprise a broad array of polymers and copolymers
in which the major monomeric constituents are an ester acry-
late or methacrylate. These polymers are often provided in the
form of hard, clear sheet or pellets. Acrylic monomers poly-
merized by free radical processes initiated by typically per-
oxides, azo compounds or radiant energy. Commercial poly-
mer formulations are often provided in which a variety of
additives are modifiers used during the polymerization pro-
vide a specific set of properties for certain applications. Pel-
lets made for polymer grade applications are typically made
either in bulk (continuous solution polymerization), followed
by extrusion and pelleting or continuously by polymerization
in an extruder in which unconverted monomer is removed
under reduced pressure and recovered for recycling. Acrylic
plastics are commonly made by using methyl acrylate, meth-
ylmethacrylate, higher alkyl acrylates and other copolymer-
izable vinyl monomers. Preferred acrylic polymer materials
useful in the composites of the invention have a melt index of
about 0.5 to 50, preferably about 1 to 30 gm/10 min.

Vinyl polymer polymers include a acrylonitrile; polymer
of alpha-olefins such as ethylene, propylene, etc.; chlorinated
monomers such as vinyl chloride, vinylidene dichloride,
acrylate monomers such as acrylic acid, methylacrylate,
methylmethacrylate, acrylamide, hydroxyethyl acrylate, and
others; styrenic monomers such as styrene, alphamethyl sty-
rene, vinyl toluene, etc.; vinyl acetate; and other commonly
available ethylenically unsaturated monomer compositions.

Polymer blends or polymer alloys can be useful in manu-
facturing the composite of the invention. Such alloys typi-
cally comprise two miscible polymers blended to form a
uniform composition. Scientific and commercial progress in
the area of polymer blends has lead to the realization that
important physical property improvements can be made not
by developing new polymer material but by forming miscible
polymer blends or alloys. A polymer alloy at equilibrium
comprises a mixture of two amorphous polymers existing as
a single phase of intimately mixed segments of the two macro
molecular components. Miscible amorphous polymers form
glasses upon sufficient cooling and a homogeneous or mis-
cible polymer blend exhibits a single, composition dependent
glass transition temperature (Tg). Immiscible or non-alloyed
blend of polymers typically displays two or more glass tran-
sition temperatures associated with immiscible polymer
phases. In the simplest cases, the properties of polymer alloys
reflect a composition weighted average of properties pos-
sessed by the components. In general, however, the property
dependence on composition varies in a complex way with a
particular property, the nature of the components (glassy,
rubbery or semi-crystalline), the thermodynamic state of the
blend, and its mechanical state whether molecules and phases
are oriented.
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The primary requirement for the substantially thermoplas-
tic engineering polymer material is that it retains sufficient
thermoplastic properties such as viscosity and stability, to
permit melt blending with a metal particulate, molded in a
thermoplastic process forming the useful product. Engineer-
ing polymer and polymer alloys are available from a number
of manufacturers including Dyneon LLC, B.F. Goodrich,
G.E., Dow, and duPont.

Polyester polymers are manufactured by the reaction of a
dibasic acid with a glycol. Dibasic acids used in polyester
production include phthalic anhydride, isophthalic acid,
maleic acid and adipic acid. The phthalic acid provides stiff-
ness, hardness and temperature resistance; maleic acid pro-
vides vinyl saturation to accommodate free radical cure; and
adipic acid provides flexibility and ductility to the cured
polymer. Commonly used glycols are propylene glycol which
reduces crystalline tendencies and improves solubility in sty-
rene. Ethylene glycol and diethylene glycol reduce crystalli-
zation tendencies. The diacids and glycols are condensed
eliminating water and are then dissolved in a vinyl monomer
to a suitable viscosity. Vinyl monomers include styrene,
vinyltoluene, paramethylstyrene, methylmethacrylate, and
diallyl phthalate. The addition of a polymerization initiator,
such as hydroquinone, tertiary butylcatechol or phenothiaz-
ine extends the shelf life of the uncured polyester polymer.
Polymers based on phthalic anhydride are termed orthoph-
thalic polyesters and polymers based on isophthalic acid are
termed isophthalic polyesters. The viscosity of the unsatur-
ated polyester polymer can be tailored to an application. Low
viscosity is important in the fabrication of fiber-reinforced
composites to ensure good wetting and subsequent high adhe-
sion of the reinforcing layer to the underlying substrate. Poor
wetting can result in large losses of mechanical properties.
Typically, polyesters are manufactured with a styrene con-
centration or other monomer concentration producing poly-
mer having an uncured viscosity of 200-1,000 cP (mPa.$).
Specialty polymers may have a viscosity that ranges from
about 20 cP to 2,000 cP. Unsaturated polyester polymers are
typically cured by free radical initiators commonly produced
using peroxide materials. Wide varieties of peroxide initiators
are available and are commonly used. The peroxide initiators
thermally decompose forming free radical initiating species.

Phenolic polymers can also be used in the manufacture of
the structural members of the invention. Phenolic polymers
typically comprise a phenol-formaldehyde polymer. Such
polymers are inherently fire resistant, heat resistant and are
low in cost. Phenolic polymers are typically formulated by
blending phenol and less than a stoichiometric amount of
formaldehyde. These materials are condensed with an acid
catalyst resulting in a thermoplastic intermediate polymer
called NOVOLAK. These polymers are oligomeric species
terminated by phenolic groups. In the presence of a curing
agent and optional heat, the oligomeric species cure to form a
very high molecular weight thermoset polymer. Curing
agents for novalaks are typically aldehyde compounds or
methylene (—CH22-) donors. Aldehydic curing agents
include paraformaldehyde, hexamethylenetetraamine, form-
aldehyde, propionaldehyde, glyoxal and hexamethyl-
methoxy melamine.

The fluoropolymers useful in this invention are perflouri-
nated and partially fluorinated polymers made with mono-
mers containing one or more atoms of fluorine, or copolymers
of two or more of such monomers. Common examples of
fluorinated monomers useful in these polymers or copoly-
mers include tetrafluoroethylene (TFE), hexafluoropropylene
(HFP), vinylidene fluoride (VDF), perfluoroalkylvinyl ethers
such as perfluoro-(n-propyl-vinyl)ether (PPVE) or perfluo-
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romethylvinylether (PMVE). Other copolymerizable olefinic
monomers, including non-fluorinated monomers, may also
be present. Particularly useful materials for the fluoropoly-
mers are TFE-HFP-VDF terpolymers (melting temperature
of about 100 to 260° C.; melt flow index at 265° C. under a 5
kg load is about 1-30 g-10 hexafluoropropylene-tetratiuoro-
ethylene-ethylene (HTE) terpolymers (melting temperature
about 150 to 280° C.; melt flow index at 297° C.under a 5 kg
load of about 1-30 g-10 ethylene-tetrafluoroethylene (ETFE)
copolymers (melting temperature about 250 to 275° C.; melt
flow index at 297° C. under a 5 kg load of about 1-30 g-10
min~'.), hexafluoropropylene-tetrafluoroethylene  (FEP)
copolymers (melting temperature about 250 to 275° C.; melt
flow index at 372° C. under a 5 kg load of about 1-30 g-10
min~'.), and tetrafluoroethylene-perfiuoro (alkoxy alkane)
(PFA) copolymers (melting temperature about 300 to 320°
C.; melt flow index at 372° C. under a 5 kg load of about 1-30
g-10 min™'.). Each of these fluoropolymers is commercially
available from Dyneon LL.C, Oakdale, Minn. The TFE-HFP-
VDF terpolymers are sold under the designation “THV™.

Also useful are vinylidene fluoride polymers primarily
made up of monomers of vinylidene fluoride, including both
homo polymers and copolymers. Such copolymers include
those containing at least 50 mole percent of vinylidene fluo-
ride copolymerized with at least one comonomer selected
from the group consisting of tetrafluoroethylene, trifluoroet-
hylene, chlorotrifluoroethylene, hexafluoropropene, vinyl
fluoride, pentafluoropropene, and any other monomer that
readily copolymerizes with vinylidene fluoride. These mate-
rials are further described in U.S. Pat. No. 4,569,978 (Barber)
incorporated herein by reference. Preferred copolymers are
those composed of from at least about 70 and up to 99 mole
percent vinylidene fluoride, and correspondingly from about
1 to 30 percent tetrafluoroethylene, such as disclosed in Brit-
ish Patent No. 827,308; and about 70 to 99 percent vinylidene
fluoride and 1 to 30 percent hexafluoropropene (see for
example U.S. Pat. No. 3,178,399); and about 70 to 99 mole
percent vinylidene fluoride and 1 to 30 percent trifluoroeth-
ylene Terpolymers of vinylidene fluoride, trifluoroethylene
and tetrafluoroethylene such as described in U.S. Pat. No.
2,968,649 and terpolymers of vinylidene fluoride, trifluoro-
ethylene and tetrafluoroethylene are also representative of the
class of vinylidene fluoride copolymers which are useful in
this invention. Such materials are commercially available
under the KYNAR trademark from Arkema Group located in
King of Prussia, Pa. or under the DYNEON trademark from
Dyneon LLC of Oakdale, M.

Fluorocarbon elastomer materials can also be used in the
composite materials of the invention. Fluoropolymer contain
VF, and HFP monomers and optionally TFE and have a
density greater than 1.8 gm-cm™ fluoropolymers exhibit
good resistance to most oils, chemicals, solvents, and halo-
genated hydrocarbons, and an excellent resistance to ozone,
oxygen, and weathering. Their useful application tempera-
ture range is —40° C. to 300° C. Fluoroelastomer examples
include those described in detail in Lentz, U.S. Pat. No. 4,257,
699, as well as those described in Eddy et al., U.S. Pat. No.
5,017,432 and Ferguson et al., U.S. Pat. No. 5,061,965. The
disclosures of each of these patents are totally incorporated
herein by reference.

Latex fluoropolymers are available in the form of'the poly-
mers comprising the PFA, FEP, ETFE, HTE, THY and PVDF
monomers. Fluorinated poly(meth)acrylates can generally be
prepared by free radical polymerization either neat or in sol-
vent, using radical initiators well known to those skilled in the
art. Other monomers which can be copolymerized with these
fluorinated (meth)acrylate monomers include alkyl(meth)
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acrylates, substituted alkyl(meth)acrylates, (meth)acrylic
acid, (meth)acrylamides, styrenes, vinyl halides, and vinyl
esters. The fluoropolymers can comprise polar constituents.
Such polar groups or polar group containing monomers may
be anionic, nonionic, cationic, or amphoteric. In general, the
more commonly employed polar groups or polar group-con-
taining organic radicals include organic acids, particularly
carboxylic acid, sulfonic acid and phosphonic acid; carboxy-
late salts, sulfonates, phosphonates, phosphate esters, ammo-
nium salts, amines, amides, alkyl amides, alkyl aryl amides,
imides, sulfonamides, hydroxymethyl, thiols, esters, silanes,
and polyoxyalkylenes, as well as other organic radicals such
as alkylene or arylene substituted with one or more of such
polar groups. The latex fluoropolymers described herein are
typically aqueous dispersed solids but solvent materials can
be used. The fluoropolymer can combined with various sol-
vents to form emulsion, solution or dispersion in a liquid
form. Dispersions of fluoropolymers can be prepared using
conventional emulsion polymerization techniques, such as
described in U.S. Pat. Nos. 4,418,186, 5,214,106; 5,639,838,
5,696,216 or Modern Fluoropolymers, Edited by John
Scheirs, 1997 (particularly pp. 71-101 and 597614) as well as
assignees’ copending patent application Ser. No. 01/03195,
filed Jan. 31, 2001.

One part and two part thermoset materials can also be used.
In one part thermosets, the metal and thermoset blend can be
combined and formed as a thermoplastic according to the
viscoelastic properties of the overall composite. The material
is heated when applied to a temperature that can activate the
reactive portions of the thermoset and result in a quick cure of
the thermoset to a solid composite. One part systems are
typically combined and formed from a application wand or
gun that melts and dispenses the materials at a temperature
sufficient to obtain a useful viscosity and reaction of the
reactive components. In two part systems, the metal can be
blended with either or both the parts such that when combined
the composite materials comprise the disclosed weight % and
volume % as disclosed herein. Two part systems are typically
combined and applied or dispensed from a application wand
or gun that combines the materials at a correct ratio and
temperature to achieve the correct amounts of material in the
composite and a temperature sufficient to obtain a useful
viscosity and reaction of the reactive parts. Such systems
include both one and two part isocyanate, epoxy, urea-form-
aldehyde, phenol-formaldehyde systems. Such materials
may have a definite melting point or may be high viscosity
materials. Such materials can be heated and softened to a
useful viscosity and dispensed as a melt or as a high viscosity
liquid with no sharply defined melt temperature.

In specific embodiments, we have utilized low viscosity
(<approximately 3,000 cP at the targeted temperature) using
hot melt polymeric systems with a high degree of particulate
fill to attain a composite density significantly different (either
higher or lower) than the base polymer. The raw materials
(polymer and coated particulate) are direct formed into cylin-
drical rods. The low viscosity/highly loaded rods flow readily
atlow pressures and are applied using commercially available
hot melt adhesive application equipment (i.e. hot melt glue
guns). The result is a high filled material with a volumetric
packing fraction of 0.25 to 0.75, 0.40 to 0.70 or 0.45 to 0.65
using particulates that can be readily injected into any cavity
with low mold and equipment costs or pressed into a molded
cavity preformed in the article that is to receive the melt
molding compound. In one aspect of the disclosure, a source
material for forming an object using a hot-melt adhesive
applicator comprises a rod adapted to be loaded into a hot-
melt adhesive applicator, the rod comprising a composite
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having a density of 1.7 to 16 gm-cm™ comprising a polymer
phase (having a density of 0.7 to 1.9 gm-cm™>) comprising
about 0.6 to 53 wt. % and 14 to 69 vol. % of the composite;
and a particle with a density in excess of the base polymer
(having a density of about 3.9 to 19 gm-cm™>) comprising
about 47 to 99.4 wt. % and 31 to 86 vol. % of the composite
and intermixed with the polymer phase, the particulate having
a particle size of at least 10 microns; wherein the particulate
and polymer phase comprise greater than 90, 95 or 98 vol. %
of the composite and the composite has a viscosity of lower
than about 100,000 cP; less than about 25,000 cP, less than
about 10,000, less than about 5,000 or less than about 3,000 at
processing temperatures (about 130-250° C.), the composite
having a softening temperature above room temperature (i.e.
greater than 75° C. or greater than 90° C.).

In another aspect of the disclosure, a source material for
forming an object using a hot-melt adhesive applicator com-
prises a rod adapted to be loaded into a hot-melt adhesive
applicator, the rod comprising a composite having a density
of 0.2 to 1.5 gm-cm™>, comprising a polymer (having a den-
sity of 0.7 to 1.9 gm-cm™) phase comprising about 17 to 97
wt. % and 14 to 69 vol. % of the composite; and a particle with
a density less than the base polymer comprising about 3 to 83
wt. % and 31 to 86 vol. % of the composite and intermixed
with the polymer phase, the particulate (preferably a glass
sphere with a density of 0.12 to 6.6 gm-cm™) having a par-
ticle size of at least 10 microns; wherein the particulate and
polymer phase comprise greater than 90, 95 or 98 vol. % of
the composite and the composite has a viscosity of lower than
about 100,000 cP; less than about 25,000 cP, less than about
10,000, less than about 5,000 or less than about 3,000 at
processing temperatures (about 130-250° C.), the composite
having a softening temperature above room temperature (i.e.
greater than 75° C. or greater than 90° C.). The rod can have
a cross-sectional dimension suitable for application by com-
mercially available glue guns. For example, the rod can have
a cross-sectional diameter of about ‘A, 46, 716, Y2, 98, 1, 1.75,
3 inch, (6-7, 7-8, 11-13, 15-16, 25-26, 4546, and 76 mm) or
greater.

During the manufacture of the magnetic composites of the
invention, the magnetic materials can be magnetized at vir-
tually any point during processing, blending, extrusion and
post-extrusion shaping. The most efficient magnetization step
occurs after the shaped article is made since after that point,
the particulates can be aligned such that the magnetic fields
are maximized.

In general, magnetization is obtained by obtaining a strong
magnetic field that can be obtained from either a strong per-
manent magnet or an electromagnet and passing the magnetic
composite material through the field for a sufficient period of
time to align the magnetic materials to form a permanent
magnet. Typically magnetization occurs with the material at
room temperature or at least below its curie temperature (Tc).
Above the curie temperature, the magnetization will not have
the desired full impact. In order to obtain full magnetization,
the useful articles of the invention are commonly exposed to
the magnetic field having a field strength of at least 2000
Gauss for a period of time of at least 0.25 seconds or 4
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seconds. Single objects can be magnetized in this way by
transporting the objects on a conveyor belt through the mag-
netic field. In one embodiment of the invention, a strip of the
composite can be magnetized by passing the strip, after extru-
sion then cooling or later after the material is stored, through
the magnetic field at a rate such that the strip passes through
the magnetic field at a rate of about 61 to 305 centimeters per
second or 122 to 244 centimeters per second with a magnetic
field strength of at least 2000 Gauss. We have found that an
enhanced magnetization can occur if the strip material is
elongated after extrusion and cooling as it is magnetized.
Accordingly the strip can be passed through a magnetization
apparatus such that the strip is lengthened by at least 1%, 5%,
10% or more prior to passing the strip through the magnetic
field. After magnetization, the strip can be relaxed and if
substantially elastic, the elastic strip can rebound somewhat
without losing magnetization. However a strip that is
extended can retain its extension while maintaining its
enhanced magnetic field property.

Post-magnetization process steps that tend to randomize
the orientation of the particulates of the magnetic particles
can tend to reduce overall magnetic field strength. Further
heating the material to or above its curie temperature can also
tend to reduce the magnetic properties of the material.

Example-1

In one illustrative example, a hot melt polyamide (nylon)
adhesive (HB Fuller HL.6608) was used as the polymer
matrix. This particular product has a viscosity 0of' 4,175 cP at
190° C. and 1,800-3,800 cP at 204° C. The product is advan-
tageous due to its crystallization point and hardening at a
distinct temperature:

Compounded glue sticks with packing fractions of about
0.4 to 0.7 and specifically 0.54, 0.59. 0.60, 0.63, 0.67 using
stainless steel particles interfacially modified at a 0.40 wt. %.
The sticks were compounded using a 19 mm laboratory twin
screw compounder at a target melt temperature of 165° C.
directly out a cylindrical die. Die diameters of %% inch and 1
inch were used to create cylindrical densified melt molding
material compatible with industrial 3M glue guns. The sticks
were then melted within the glue guns at temperatures
between 190 and 220° C. and successfully shot into a fishing
jig head and sinker molds produced by Do-It Molds.

The material has a softening point of 174-184° C. and a
density of 0.98 gm-cm™>. Other polymers can also be used.

Example-2

Other polymers that have been successfully processed into
cylindrical glue sticks and injected into molds via hot-melt
glue guns; namely Arkema Evatanee28-05 and the much
lower viscosity Evatane® 18-500 product. The products are
random copolymer of ethylene and vinyl acetate. Both prod-
ucts were produced with a metal packing fraction of 0.63
stainless steel previously coated to 0.40 wt. % with an inter-
facial modifier.

Property

Melt Index

Vinyl acetate content
Melt Temp (° C.)
Ring & Ball Softening 70-170° C.
Vicat Temperature

Generic low melt Evatane ® 18-05  Evatane ® 18-500

polymer
3-750 5-8 grams/10 min  450-550 grams/10 min
grams/10 min
27-29% 17-19%
65-140° C. 73°C. 74° C.
140° C. 88° C.
43° C. <40° C.
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-continued
Hardness Shore-A 82 80
Tensile Strength at 33 MPa 4 MPa
Elongation at Break ~ 500-1100% 700-1000% 500-800%
Density 0.9-0.96 0.95 gm-cm™ 0.93 gm-cm™
Example-3

The Evatane 18-500 was combined with low cost iron
powder (sold under the name S-70) from Ervin Industries
(Adrian, Mich.). Prior to compounding, the iron powder was
interfacially modified with 0.4 wt. % interfacial modifier. The
EVA and iron powder were compounded in a 19 mm B&P
co-rotating compounder to a targeted density of 5.0 gm-cm™>
(63.7 volume %/92.9 weight % metal particulate) into a 1 inch
diameter rod. The low cost formulation showed an ability to
be shaped and formed at relatively low temperatures (68° C.)
and forced by hand into cavities to add weight/ballast.
Numerous articles were filled with the material including the
base of candlestick holders, stand-alone paper towel holders,
staplers, tape dispensers, an alarm radio, and a portable light
base. All products exhibited better performance due to greater
weight and stability from the general ballast that was incor-
porated within the articles that contained a cavity in which to
place the material. The low cost raw materials along with the
increased effective density of the composite materials vs.
silica sand will allow for increased design options and present
an overall cost effective solution for applications requiring
general ballast like the aforementioned examples.

Numerous other polymer systems with an appropriate vis-
cosity could be used as well.

Example-4

Tungsten powder was compounded into a polyamide poly-
mer to a particle packing level of 53.1 volume % tungsten
(95.5 weight % tungsten) to a composite density of 10.2
gm-cm® using a 19 mm compounder. The tungsten was inter-
facially modified with 0.2 wt. % modifier prior to compound-
ing. The materials were direct formed into 1 inch diameter
melt molding sticks that were used to produce fishing jig
heads after being melted and delivered into Do-It molds via
the use of a 3M PGIl industrial adhesive applicator. The waste
generated during the mold filling operations was collected,
ground, and formed into 1 inch melt molding rods. The rods
were successfully used to produce 10 more jig heads. The
experiment validates 100% recyclability of the composite
material.

Example-5

Experiments were also completed using mixtures of tung-
sten and stainless steel to produce intermediate density prod-
ucts. In one example, produced specifically for fishing lure
applications, a 7.7 gm-cm™ density product was made. The
formulation contained 60.7 volume % particulate (25.2 vol-
ume % tungsten and 35.5 volume % stainless steel) within a
polyamide adhesive. The materials were formed into 1 inch
rods, melted and delivered into Do-It molds via a 3M PGII
adhesive applicator to produce fishing jigs, sinkers, and
spoons.

Example-6

The use of hollow glass spheres to produce low density
composite materials was completed. In all cases, hollow
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spheres produced by 3M were used. 3M produces numerous
spheres ranging in density from 0.125 to 0.60 gm-cm™>.
Experimentation and compounding of the S32, Ki, K20, and
im30K products took place. The hollow glass spheres were
treated with 2 wt % interfacial modifier prior to compound-
ing. The hollow bubbles were successfully compounded into
a polyamide material. Specifically, the lightest and lowest
compressive strength 3M K1 spheres were successfully for-
mulated within the polyamide polymer at varying volumetric
levels from 42 to 65 volume % resulting in composite densi-
ties ranging from 0.45 to 0.65 gm-cm™>. Care in feeding
location along with temperature adjustments of the base poly-
mer was needed to minimize breakage of the low strength
(250 psi) K1 hollow spheres which, in turn, minimizes com-
posite specific gravity.

In an illustrative embodiment, gas atomized stainless steel
particles with the majority of the particles in the +40 to -300
micron range were used as the high-density particulate. The
gas atomized particles proved favorable in attaining desired
flow properties due to the smooth surface and spherical shape.
Tests were performed at a volume packing range of 0.50 to
0.67. The ability to flow through nozzles and fill cavities has
been shown to be dependant upon the degree of fill, or volume
fraction, of the particulate. In one example, satisfactory hot
melt application, dispensing and cavity filling were obtained
at a 63 volume % metal particulate fill (resulting in a specific
gravity of 5.17 using a 7.6 true density stainless steel and a
0.98 gm-cm~ polyamide hot melt polymer) or lower. In this
example, it was difficult to fill detailed molds described below
using a fill level above 0.63 even with a high wattage/pneu-
matically driven adhesive applicator. In general the useable
size distribution depends upon the desired resolution and
tolerances of the final mold along with the design of the hot
melt applicator (e.g. nozzle dimensions) used to melt and
move the material into the cavity.

Other particulate materials can be used. For example, water
atomized particles can be used. It is expected that the tech-
nology will work effectively but at lower packing 20 levels
(<50 volume % often less than 45 volume %) resulting
reduced specific gravities. Additional materials that can be
used include iron, tin, bismuth, stainless steel, lead, tungsten,
barium, antimony, zinc, copper, nickel, cobalt, magnesium,
titanium, zirconium, aluminum, silicon, and iodine and asso-
ciated alloys. High density minerals with the appropriate size
distribution can also be used (e.g. magnetite).

A successful example of melt molding compound using a
metal particulate other than stainless steel is the use of a 90%
purity tungsten alloy. The material has a true density of 17.05
gm-cm™ and a 0.40 packing fraction tap density. The metal
was coated with 0.25 wt % interfacial modifier and com-
pounded with the polyamide at a packing fractions of 0.40
(7.1 specific gravity) and 0.52 (9.0 specific gravity). Both
formulations ere successfully shot into fishing jig, spoon, and
egg sinker molds. In one particular case, the hollow glass
sphere formulations (<0.78 gm-cm™>) were used along with
metal filled formulations (ranging in density from 5.2 to 10.2
gm-cm™>) and injected at strategic locations within the same
fishing lure mold—whether it be a jig or a larger lure—to
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produce dual density baits that exhibited unique motions and
stand-up behavior within water.

Interfacial Modifier Coatings

In another aspect of the disclosure, the composite in the
above-outlined source material further comprises an interfa-
cial modifier present in 0.05 to 3.0 wt.-% of the composite and
at least partially coating the particulate. In one more specific
embodiment, the composite is substantially metal deactiva-
tor-free.

In some embodiments, levels of interfacial modifier coat-
ing used for spherical stainless steel varied from 0.20% to
0.60 wt. %.

Elongated Melt Dispensed Rod or “Glue Sticks”

In one aspect of the disclosure, the composite described
above is formed into elongated rods, or “glue sticks”, to be
loaded into and applied by hot-melt applicators. As men-
tioned above, it is possible to direct from and dispense the
metal particulate and hot-melt polymer into a wide variety of
solid cross-sectional shapes. Cylindrical shapes compatible
with commercially available hot melt glue guns have certain
advantages in that no customized hot melt equipment is
needed. Rods ranging in diameter of greater than 5, 10, 15
mm or 25 mm and above can be made and injected. Standard-
ized glue sticks can have sizes of about Y4, %s, 715, V2, 34, 1,
1.75, and 3 inch, (6-7, 7-8, 11, 13, 15-16, 25-26, 45-46, 76
mm) or greater are commonly produced. The smaller diam-
eters are more common for home use while the larger ones are
more suitable for industrial applications.

In another aspect of the disclosure, smaller diameter rods
can be broken down by grinder, shredding or other methods,
and the reduced-size material can be made (e.g. by melt
formation) into larger diameter rods. In tests, reground com-
posite have been successfully shot into cavities validating the
ability to recycle the densified polyamide material.

Manufacturing Process

In another aspect of the disclosure, a process of manufac-
turing an article comprises: (a) using a glue gun, melting a
portion of a the rod comprising a polymer phase comprising
about 5to 30 wt. % and 30 to 75 vol. % of'the composite; and
a metal particulate comprising about 75 to 95 wt. % and 25 to
75 vol. % of the composite and intermixed with the polymer
phase, the particulate having a particle size of no more than 10
wt. % of particles less than 10 micron; wherein the particulate
and polymer phase comprise greater than 95 vol. % of the
composite and the composite has a viscosity of lower than
about 25,000 cP when delivered into a cavity, and a density of
at least 2 gm-cm™>; the composite having a softening tem-
perature above room temperature; and (b) dispensing the
resulting melt through a nozzle.

In another aspect of the disclosure, in the process outlined
above further comprises dispensing the melt from the nozzle
into a mold, and cooling the resulting composite in the mold,
thereby shaping the composite.

A wide variety of glue guns can be used to manufacture
high-density articles using the “glue sticks” of the polymer
composites. For example, manually operated household hot-
melt glue guns can be used. As another example, pneumati-
cally operated industrial adhesive applicators, such as 3M
industrial adhesive applicator model # PG-II, can be used.

Glue guns ranging from 40 watts to 600 watts are often
used, but other types of glue guns can also be useful. For
example, smaller wattage (10 W) guns on the market can be
used. The throughput rate through the gun is dependant upon
the melt rate which is a function of the wattage input to the
material and the thermal properties and size of the composite.
Desired throughput rates can be achieved by proper selection
of the parameters well within the grasp of those skilled in the
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art. It is typically desirable to minimize the time interval
between heating/melting the polymer to when it is injected
into a mold. Rapid separation can occur due to the density
differences between the relatively low viscosity molten poly-
mer matrix and particulate. In other words, it is typically
undesirable to have a reservoir where the melted composite
material remains stagnant, while melting and injecting on
demand is typically preferred. It is envisioned that properly
designed systems using pumps could be effectively used.

As an example, the composite and manufacturing process
described above can be readily applied to the fishing industry.
For example, the composite can be used to fill (round) jig,
(egg) sinker, and crankbait molds. Opportunities exist within
other applications that require general ballast and weight.
Possible articles include: window blind weights, boat keels,
diving belts, consumer office (tape dispensers, staplers, pen-
cil sharpeners, etc.), candlesticks, paper towel holders, tooth-
pick holders, salt and pepper shakers, and countless other
applications.

A process and tools used for making fishing jigs are sche-
matically illustrated in FIG. 1. In this example, a jighead mold
100 comprises two mold plates 110a and 1005, respectively,
which are connected to each other by a hinge 112. Each mold
plate defines one or more recesses 114a-d, respectively,
which form respective cavities for injection when the plates
are closed upon each other. A glue gun 120 is used to inject a
polymer composite into the cavities to form the jigheads 130a
and 1305. In the example, space is provided in the mold 100
to accommodate fishing hooks 132« and 1325 so that the end
products are fishing hooks with jigheads molded on the
hooks. As is well known, a glue 20 gun 120 typically includes
a channel 122 for loading a glue stick, which in this example
is a rod 140 made of the high-density polymer composite
disclosed above. The glue gun 120 further includes a nozzle
124 and a heating chamber (not shown) near the nozzle 124
for melting the rod 140. Heating is provided by an electrical
current fed from a power cord 126 upon the activation of a
trigger 128.

In one example, several hundred jigheads with the hooks in
place were produced using the composite and process
described above. With hooks, near the end of the jig head
there is about 0.8 mm on either side of the hook shank that the
material must pack into to completely fill the mold. This
detail area was the primary area that could not be filled at all
volume packing levels. In this particular example, the upper
limit was about 63 volume % for spherical stainless steel
particles with the 600 watt 3M industrial adhesive applicator
model No. PG-1II.

In a further example, egg sinker molds were filled with the
densified composite as described above. The volume of the
mold is relatively large requiring about 7.5 cm® of material
per sinker and represents a situation where the rate of fill is
important; if filled too slowly, the injected composite may
beginto freeze, leading to an inconsistent surface appearance.
Parts with favorable appearance can be made by properly
adjusting the melt and mold temperatures. It was observed
that egg sinkers thus made, with either the EVA or polyamide
composite, exhibited good impact resistance.

In further tests, output rate of the melt molding compound
was quantified by dispensing the material from the applicator
into aluminum weighing dishes typically over a ten second
period. The method was used to evaluate the effects of pneu-
matic pressure (for the industrial 3M pneumatic applicator),
temperature, and nozzles/check valves on the output rate. The
delivery rate out of the PGII glue gun or any generic glue gun
or application device should be about 5-100 or about 10 to 80
or about 20 grams per 10 seconds over a regulated pressure
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range of 40-100 1b-in~? (200 to 700 kilopascals) for a typical
densified composite such as one containing 0.630 stainless
steel packing fraction. In another example, it was discovered
that when polymer low viscosity <about 1,000 Cp is used in
the manufacturing process disclosed above, the polymer is
expelled from a metallurgical press even at moderate press
pressures of 4,000 Ib-in~? (27,600 kilopascals). This results in
products with an increased density.

CONCLUSIONS

The embodiments disclosed above provide numerous
advantages of the prior art. For example, in a typical injection
molding process, equipment including hot oil heater, chiller,
dryer, sprue grinder and three-phase/480V power supply, are
typically needed; equipment that is not needed for the melt
molding process disclosed in the embodiments above. Opera-
tor skill required to carry out the melt molding process is
typically low—a person competent to operate a household
glue gun qualifies in many situations, as opposed to a high
level of training typically required for an injection molding
operator. Product development time for the melt molding
process is also shorter, typically days as compared to months
typically required to develop an injection molding product.
Low-cost process and materials for fast development and
manufacturing of desired articles are thus provided by the
embodiments.

The above specification, examples and data provide a com-
plete description of the high-density polymer composite of
the invention and the make and use thereof. Since many
embodiments of the invention can be made without departing
from the spirit and scope of the invention, the invention
resides in the claims hereinafter appended.

I claim:

1. A rod-shaped article, adapted to be used in a hand actu-
ated hot-melt adhesive applicator or dispenser, comprising a
thermoplastic magnetic composite, wherein the magnetic
composite comprising: (a) a thermoplastic polymer phase
comprising 0.6 to 92 wt. % and 14 to 60 vol. % of the
composite, the polymer characterized by melt flow properties
such that the viscosity of the polymer at about 265° C. is about
500-2000 cP; and (b) a magnetic particulate comprising 3 to
99.4 wt. % and 31 to 86 vol. % of the composite, the particu-
late intermixed with the polymer phase, the particulate having
about 0.005 to 3 wt. % of a coating of an interfacial modifier
wherein the interfacial modifier at least partially coats the
particulate, the particulate having a particle size where no
more than 10 wt. % of the particles are under 10 microns;
wherein the particulate and polymer phase comprise greater
than 95 vol. % of the composite, the composite having a
density of 0.2 to 16 g/cm?® and a viscosity of less than about
100,000 cP at about the melt temperature of the composite.

2. The article of claim 1 wherein the composite comprise a
nylon, a polyester or a polyurethane, and the polymer has a
softening temperature above room temperature and the com-
posite has a viscosity of lower than 25,000 cP about the melt
temperature of the composite.
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3. The article of claim 1 wherein the polymer has a soften-
ing temperature above room temperature and the composite
has a viscosity of lower than 10,000 cP at about the melt
temperature of the composite.

4. The article of claim 1 wherein the rod has a circular
cross-sectional dimension of greater than 5 mm.

5. The article of claim 1 wherein composite is substantially
metal deactivator free.

6. The article of claim 1 wherein the composite has a
viscosity of 25,000 to 500 cP at a temperature of 100 to 240°
C.

7. The article of claim 1 wherein the polymer has a soften-
ing point of 40 to 185° C.

8. A process of manufacturing a shaped magnetic article,
the process comprising:

(1) using a hand actuated hot melt applicator, heating a
portion of a rod to form a heated portion, the rod com-
prising a thermoplastic magnetic composite, the com-
posite comprising:

(a) a thermoplastic polymer phase comprising 0.6 to 92
wt. % and 14 to 60 vol. % of the composite, the
polymer characterized by melt flow properties such
that the viscosity of the polymer at about 265° C. is
about 500-2000 cP; and

(b) a magnetic particulate comprising 3 to 99.4 wt. %
and 31 to 86 vol. % of the composite, the particulate
intermixed with the polymer phase, the particulate
having about 0.005 to 3 wt. % of a coating of an
interfacial modifier wherein the interfacial modifier at
least partially coats the particulate, the particulate
having a particle size where no more than 10 wt. % of
the particles are under 10 microns;

wherein the particulate and polymer phase comprise
greater than 95 vol. % of the composite, the composite
having a density of 0.2 to 16 g-cm® and the composite
having a viscosity of lower than 100,000 cP at about the
melt temperature of the composite;

(i1) forming the article by dispensing the heated portion
through a nozzle of the applicator into an article shaped
mold; and

(ii1) magnetizing the article.

9. The process of claim 8 comprising dispensing the heated
portion from the nozzle in the form of a melt into a mold, and
cooling the composite in the mold.

10. The article of claim 8 wherein the composite comprise
a nylon, a polyester or a polyurethane, and the polymer has a
softening temperature above room temperature and the com-
posite has a viscosity of lower than 25,000 cP at about the
melt temperature of the composite.

11. The article of claim 8 wherein the polymer has a soft-
ening temperature above room temperature and the compos-
ite has a viscosity of lower than 10,000 cP at about the melt
temperature of the composite.

12. The article of claim 8 wherein the rod has a circular
cross-sectional dimension of greater than 5 mm.
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